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IN THE CLAIMS: 



Please cancel, without prejudice or disclaimer, claims&SjS, and add new claims 39-75, as 



follows: 



(new) A method of making a tire, comprising the steps of: 
aking a carcass structure; 
applying a belt structure to the carcass structure at a circumferentially external position 
thereof; 

applyiVig a tread band to the belt structure at a circumferentially external position thereof; 
applying at least one pair of sidewalls to the carcass structure at laterally opposite 
positions; and 

vulcanizing the tire; 

wherein manufacture of the carcass structure involves formation of at least one carcass 
ply, comprising the steps of: 

preparing at le^st one continuous strip element comprising a plurality of longitudinal and 
parallel thread element^ at least partly coated with at least one layer of raw elastomeric material; 
and 

depositing the at least one continuous strip element onto a toroidal support in alternating 
deposition sections each extending in a substantially U-shaped conformation about a profile in 
transverse section of the toroidal support, to define two side portions substantially extending in 
planes orthogonal to a geomdtric axis of rotation of the toroidal support at mutually spaced apart 
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positions in an axial direction, and a crown portion extending in a radially external position 
betweep the side portions, 

the crown portion of each deposition section being arranged consecutively in side-by-side 
relationship along a circumferential extension of the toroidal support, and the side portions of 
each deposition section each being partly overlapped with a side portion of at least one 
consecutive deposition section. 

40. (new) The method of claim 39, wherein the side portions in mutual-overlapping 
relationship mutually converge toward the geometric axis of rotation of the toroidal support. 



-7 41 . (new) The method of claim 39, wherein mutual overlapping of the side portions of 



the deposition sections progressively decreases starting from a maximum value at radially inner 
ends of the side portions until a zero value at transition regions between the side portions and 
crown portion. 

42. mew) The method of claim 39, wherein the side portions in mutual-overlapping 
relationship Rejoined to each other at a bending end region where the strip element is folded 
upon itself. 

43. (ne\V) The method of claim 39, wherein each deposition section is sequentially laid 
down onto the toroidal support according to a circumferential distribution pitch corresponding to 
a width of the strip element. 
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U. (new) The method of claim 39, wherein each deposition section is sequentially laid 
down onrb the toroidal support according to a circumferential distribution pitch corresponding to 
a multiple of a width of the strip element. 



45. (new) The method of claim 39, wherein manufacture of the at least one carcass ply 
further comprises the step of pressing the strip element at the side portions of the deposition 
sections to defin^ regions of greater width close to radially inner circumferential edges of the 
carcass structure. 
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\6. (new) ^method of making a tire, comprising the steps of: 
making a carcass structure; 

applying a belt\structure to the carcass structure at a circumferentially external position 

thereof; 

applying a tread band to the belt structure at a circumferentially external position thereof; 
applying at least qne pair of sidewalls to the carcass structure at laterally opposite 
positions; and 

vulcanizing the tire\ 

wherein manufacture of the carcass structure involves formation of at least one carcass 
ply, comprising the steps of:i 

preparing at least one Continuous strip element comprising a plurality of longitudinal and 
parallel thread elements at leasjj: partly coated with at least one layer of raw elastomeric material; 
and 
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depositing the at least one continuous strip element onto a toroidal support in alternating 
deposition sections each extending in a substantially U-shaped conformation about a profile in 
transverse section of the toroidal support, to define two side portions substantially extending in 
planes orthogonal to a geometric axis of rotation of the toroidal support at mutually spaced apart 
positions in amaxial direction, and a crown portion extending in a radially external position 
between the side portions, 

the crown portion of each deposition section being arranged consecutively in side-by-side 
relationship along a circumferential extension of the toroidal support, and the side portions of 
each deposition section each being partly overlapped with a side portion of at least one 
consecutive deposition section, 

wherein manufacture of the at least one carcass ply further comprises the step of pressing 
the strip element at the side portions of the deposition sections to define regions of greater width 
close to radially innir circumferential edges of the carcass structure, and 

wherein the pressing step is carried out on the strip element during the deposition step by 
exerting a pressing action on a section of the strip element before that section is deposited onto 
the toroidal support. 

47. (new) The method of claim 45, wherein concurrently with the pressing step, the 
thread elements comprised within the strip element are mutually moved apart. 

48. (new) Thelmethod of claim 39, wherein during the deposition step, at least one 
deposition section comprising an initial or leading end of the strip element is retained on the 
toroidal support by a suction action produced through the toroidal support. 
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section o 



(new) The method of claim 39, wherein depositing the strip element onto a toroidal 
support comprises the steps of: 

gi iding the strip element on a distributor element movable about the profile in transverse 
the toroidal support; 

lslating the distributor element substantially radially away from the geometric axis of 
the toroidal support to form a first side portion of the deposition section of the strip 

ting the toroidal support relative to the distributor element according to an angular 
pitch corresponding to one-half of a distribution pitch of the deposition sections, concurrently 




with formal 



on of the first side portion; 



ating the distributor element substantially in a direction parallel to the geometric 
on of the toroidal support to form the crown portion of the deposition section of the 



ating the distributor element substantially radially close to the geometric axis of 
e toroidal support to form a second side portion of the deposition section of the strip 



tranj 
axis of rotat 
strip element 

trans 
rotation oft 
element; and 

rotat ng the toroidal support relative to the distributor element according to the angular 
pitch, concur ently with formation of the second side portion 

50. (new) The method of claim 49, wherein during formation of the first side portion of 
each deposition section, a step of retaining the strip element at a bending region defined between 




i3 

the first side portion and a second side portion of a previously formed deposition section is 
carried out. 



L 



51. (new) The method of claim 50, wherein retention of the strip element is carried out 
by arranging a retaining element alongside the second side portion after translation of the 
distributor element radially close to the geometric axis of rotation of the toroidal support, so that 
the strip element is turned back about the retaining element, forming the bending region as a 
result of translation of the distributor element radially away from the geometric axis of rotation 
of the toroidal support. 

\, 

52. (new) The method of claim 51, wherein the retaining element is axially disengaged 
from the oending region after beginning formation of the crown portion of the deposition section 
being made 

53. (new) The method of claim 39, further comprising the step of pressing the side 
portions of the deposition sections against side walls of the toroidal support. 

54. (new) The method of claim 53, wherein the pressing step is carried out repeatedly on 
first and second side portions belonging to two contiguous deposition sections. 
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Q/^/ssL (new) The method of claim 39, further comprising the step of applying at least one 
inextensiblb annular structure to an area close to each of the inner circumferential edges of the 
carcass ply obtained from the deposition step. 
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56. (new) The method of claim 55, further comprising the step of turning back end flaps 
of the side portions about respective inextensible annular structures. 

^ V" ( new ) ^ e met h oc * °f c l a i m 39, further comprising the step of forming a second 

Cc 
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J v 

:arcass pw in a similar manner to formation of the first carcass ply. 



(new) A method of making a tire, comprising the steps of: 
:ing a carcass structure including at least one carcass ply; 
forVning at least two inextensible annular structures; 

applying at least one inextensible annular structure to an area close to each inner 
circumferentl^edge of the carcass ply; 

app^jyi^g a bplt structure to the carcass structure at a circumferentially external position 
thereof; 

applyin^«rti€ad band to the belt structure at a circumferentially external position thereof; 

applying ^t least one pair of sidewalls to the carcass structure at laterally opposite 
positions; and 

vulcanizindthe tire; 

wherein forrming each inextensible annular structure comprises the steps of: 

depositing at least one thread element in concentric coils into a molding cavity to form a 
circumferentially inextensible annular insert to be positioned substantially parallel to adjacent 
surfaces of the carcass ply; 
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positioning an annular anchoring element in the molding cavity at a position axially close 
to the circumferentially inextensible annular insert; and 

injecting raw elastomeric material into the molding cavity to make a filling body 
intimately joined to the annular anchoring element and the circumferentially inextensible annular 
insert. 
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59. (newl The method of claim 58, wherein the step of depositing at least one thread 
element is preceded by a rubberizing step in which the thread element is coated with at least one 
layer of raw elasjx5pepc material. 

60. (nbw) Thejperfnod of claim 58, further comprising the step of magnetically retaining 
the circumferentiall>[ inextensible annular insert at a predetermined position within the molding 
cavity. 

61 . (new) Thi method of claim 58, wherein the raw elastomeric material is injected 
through at least one cinpumferential-admission hollow space opening into the molding cavity. 

Ns 6£. (new) A mkhod of making a tire, comprising the steps of: 
making a carcass structure; 

applying a belt structure to the carcass structure at a circumferentially external position 
thereof; 

applying a tread bknd to the belt structure at a circumferentially external position thereof; 
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applying at \east one pair of sidewalls to the carcass structure at laterally opposite 
positions; and 

vulcanizing tile tire; 
wherein application of the belt structure comprises the steps of: 
forming at least pne continuous belt ribbon comprising at least one layer of raw 
elastomeric material at l\ast partly incorporating a plurality of longitudinally parallel cords; 

cutting the continuous belt ribbon according to a predetermined inclination relative to its 
longitudinal extension to form belt lengths having a predetermined size in width, measured 
perpendicular to a cutfing direction; ancL 

laying down the"bdt^lgths consecutively in circumferential alignment onto the carcass 
structure to form at least one first continuous belt strip having cords arranged transversely 
according to an inclination corresponding to the cutting inclination of the lengths. 
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63. (new) The method of claim 62, wherein before the cutting step, the continuous belt 
ribbon is submitted to a calendermg step to give the lengths a circumferential size corresponding 
to a submultiple of a circumferential extension of the belt strip. 

64. (new) The method of claim 62, wherein the step of applying the belt structure 
comprises forming at least one second belt strip by winding at least one continuous thread 
element in coils arranged axially in s\de-by-side relationship and extending circumferentially 
about the first belt strip. 
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65. (new) {The method of claim 64, wherein the winding coils formed by the at least one 
continuous thread element are arranged mutually in side-by-side relationship according to a 
variable axial-diraiqution pitch. 



66. (new) Tile method of claim 65, wherein the axial-distribution pitch is greater close 
to an equatorial median plane of the tire than at opposite side edges of the belt structure. 



6. 



ffl- ( new ) The method of claim 39, wherein the step of applying the tread band 
comprises\circumferentially winding at least one continuous sheet of raw elastomeric material 
about the bolt structure in a plurality of radially superposed coils. 

68. (nehv) The method of claim 67, wherein the continuous sheet of elastomeric material 
is produced durmg its application to the belt structure. 

69. (new) The method of claim 67, further comprising the step of progressively reducing 
a width of the elastonjeric material sheet concurrently with winding each coil about the belt 
structure. 
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70. (new) The method of claim 39, wherein each of the sidewalls is made by injection of 
elastomeric material into a mold. 
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*\*\ 7l\ (new) The method of claim 70, wherein making the sidewalls comprises the steps of: 
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^ injecting a first elastomeric material into a first cavity defined in the mold to form a 
dially opter portion of the sidewall; 



defining a second cavity in the mold, partly delimited by the radially outer portion of the 



sidewall; 



in ecting a second elastomeric material into the second cavity of the mold to define a 
radially i mer portion of the sidewall. 



11 



the step 
material. 



and 



ct 



(new) The method of claim 39, wherein formation of the carcass ply is preceded by 
coating the toroidal support with at least one air-proof layer or liner of elastomeric 



73. (new) The method of claim 72, wherein the coating step comprises winding at least 
one ribbon band of an air-proof elastomeric material in coils arranged in side-by-side 
relationship along the profile in transverse section of the toroidal support. 

74. (new) The method of claim 39, wherein before the vulcanization step, the following 
steps are carried out: 

disengaging the tire from the toroidal support; and 
inserting an air tube into the carcass structure. 



s ( new ) The method of claim 39, wherein during the vulcanization step, a step of 

stretching the at least one carcass ply and belt structure is carried out for achieving an expansion 
of the tire of a linear amount between 2% and 5%.— 
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